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WELDING OF 13°% Cr 4% Ni 0.5°% CASTINGS.
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1SZ Gr, 41 N1, 0,8 Mo, ASTM 2% Grd, Oa 6NK, Cast, Forged or Rolled section.

Machinad na pvr. component tracinga for fabricationa,

EXD4VATIONS OF O4STING DEFEQTS:

‘pefects skall be remowed by mechining, grinding or by the ire Air gauging
process. ' |
when the APe'Alr prosess is utilised t d-fautiwmnudm-otthosuh
romding eres shall be prebeated to After geuging a1l surfaces of the
exoavetsd srog shall be thoroughly gromd uith sshicar carbide wheels or oer-
bide burrs.

Bxoavet ion nh|11 ba sach a8 1o allow oe-phto acoua for effictent wlding.

The root radios h:l‘l be not lons than Sam and t.hc molils ineludad nngls
not lass than 2 |

The excavated area w a‘.lur_uf defects by magnetic particle or
“1iqunid dye panetrent ion, _

WILDING mﬁﬁa

Surfeces for welding sball bs degressed by solvent wiping and wvire broshed
free from any oontsminants,

WELOING FROGESS:

Manual shislded metal Are ( SMaW),
EILLAR WET4Ls

Metrods 18/4 Mo IR. [ ©4/0

' D.C. elsatrie positive,
JRRER4T: 180°C.
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‘baad shall be restified by grinding end proved clesr by liquid dye pepetrent

| INSPEQYION:

WELDING TECINIQURE:

The stringer besd technique shal’ be used and eech run or pass thoroughly
oleaned and wire brushed free from any debris hefors proceading with the
noxt subsequant run, i

WiLD DESFICTS$
Porosity, slag inclusiona, or cracks apmaring on the surface of any weold

or magnetic perticle examination befors continubng any fubther welding.

Heat to BOE°C - 620°C in electridelly controlled furnace and hold for 1 howr
por 28am of thickness or 2 hours whishbver 15 the greater./
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£lectrodes =hall be storsd and dried in socerdmoe with proeess speoificstion]
091/001,

Visual l.nlpection doring snd after completion of the whlding operation, Fin-.
ally, g dye pessbtrant or magnetis particle exsaination and te code or
class of comstruetion, _
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